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PROCESS AND SYSTEM FOR MONITORING CHARACTERISTICS OF DEFECTS IN A WEB
WHICH IS MOVING IN A WEB-MAKING MACHINE AND FOR IDENTIFYING THE CAUSES OF

THE WEB DEFECTS

Monitoring continuous repetitive web sheet de-

fects to determine the causes of such defects by creating
unique diagnostic patterns associated with selected
components of a web-making machine and employing
pattern recognition techniques to analyze and classify
web-sheet dynamic and deterministic defect patterns,

and identify their root causes. Corrective actions can be
effected thereby enhancing machine run-time to mini-
mize late deliveries and improves overall product quality.
Thetechnique whichis integrated with quality control sys-
tem can be applied to the manufacturer of paper, pack-
aging, rubber sheets, plastic film, metal foil, and the like.
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Description
FIELD OF THE INVENTION

[0001] The presentinvention generally relates to tech-
niques for monitoring and controlling continuous web-
making systems such as a papermaking machine and
more specifically to techniques for detecting repetitive
defects on web sheet products, identifying the sources
of the defects and initiating corrective measures.

BACKGROUND OF THE INVENTION

[0002] In the manufacture of paper on continuous pa-
permaking machines, a web of paper is formed from an
aqueous suspension of fibers (stock) on a traveling mesh
of papermaking fabric and water drains by gravity and
suction through the fabric. The web is then transferred
to the pressing section where more water is removed by
pressure and vacuum. The web next enters the dryer
section where steam heated dryers and hot air completes
the drying process. The paper machine is, in essence, a
water removal, system. A typical forming section of a
papermaking machine includes an endless traveling pa-
permaking fabric or wire, which travels over a series of
water removal elements such as table rolls, foils, vacuum
foils, and suction boxes. The stock is carried on the top
surface of the papermaking fabric and is de-watered as
the stock travels over successive de-watering elements
to form a sheet of paper. Finally, the wet sheet is trans-
ferred to the press section of the papermaking machine
where enough water is removed to form a sheet of paper.
Many factors affect the quality of the paper produced.
[0003] The presence of defects and holes in the pa-
permaking process can be disastrous since even a small
hole can catch toresultin aroll tear. Most of paper defects
are repetitive but if the causes of the defects are notiden-
tified and corrected quickly the equipment damage can
be extensive, which requires time consuming shutdowns
and expensive repairs. Current web inspection systems
(WIS) can deliver quality data to support decisions that
need to be made in subsequent processing steps. Based
on web inspection technology, all relevant process im-
ages and data are captured and analyzed on-line. Inter-
linking WIS with events capturing already exists where,
in addition to the defects detected, the WIS system also
displays the corresponding video sequences recorded
by cameras. Unfortunately, existing WISs do not include
root cause analysis for repetitive defects which identifies
the nature of web sheet defects, their locations relative
to the papermaking machine, and the specific sources
ornames of the equipment that caused the defects. There
are no solutions available for non-repetitive defects.

SUMMARY OF THE INVENTION

[0004] The present invention is based in part on the
recognition that the root causes of repetitive or cyclical
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web defects can be detected by creating unique diag-
nostic patterns associated with selected components of
the papermaking machine and employing pattern recog-
nition techniques to analyze and classify the moving (dy-
namic) paper defects and to identify their root causes.
Once the locations of the paper defects and the equip-
ment causing the paper defects are identified, corrective
actions can be effected to resolve the problem. The in-
vention enhances machine run-time thereby minimizing
late deliveries and improves overall product quality.
[0005] In web production processes, machine or
equipment defects or malfunctions manifest as web de-
fects or deviations. The present invention traces the web
defects to the exact equipment components that caused
the problems. With respect to papermaking, equipment
defects and malfunctions include, for example, the pres-
ence of foreign substances adhered to the equipment
surface, uneven surfaces due the presence of holes or
gaps in clothing (wire or felts) or on rolls (size press or
calendar), uneven distribution of moisture, steam, or
chemicals by spray nozzles, leaking nozzles, and cutting
mechanism (slitter) malfunctions. Such equipment de-
fects result in the production of paper web products that
are not within physical and/or chemical property specifi-
cation.

[0006] While the invention will be illustrated as being
implemented in papermaking, it is understood that the
invention is applicable in other continuous web-making
processes such as, for example, in the manufacturer of
packaging, rubber sheets, plastic film, metal foil, and the
like. A web generally comprises a continuous sheet of
moving material that is relatively thin and preferably elon-
gated. The final product is flat and can be stored as rolls
of material.

[0007] Inoneaspect,theinventionisdirectedtoa proc-
ess to monitor characteristics of web defects which are
continuously generated on a moving web, which is mov-
ing in a machine direction (MD), and that is in contact
with circulating machine components of a circulating web
machine during production and to identify the causes of
the web defects, which process includes:

(a) identifying at least one circulating web machine
component that can generate corresponding web
defect patterns on a continuously moving web of ma-
terial;

(b) creating one or more diagnostic patterns for the
at least one circulating web machine component
identified in step (a);

(c) detecting dynamic and deterministic web defect
patterns on the continuously moving web of material
during production;

(d) identifying the locations along the MD of the dy-
namic and deterministic web defect patterns on the
continuously moving web of material;

(e) correlating detected dynamic and deterministic
web defect patterns (preferably by naive technique)
to at least one circulating web machine component;
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and
(f) determining a source of the detected dynamic and
deterministic web defect patterns.

[0008] In another aspect, the invention is directed to a
monitoring process for a continuous web making ma-
chine having a wet end which includes a circulating end-
less wire on which a continuous aqueous sheet of mate-
rial is formed and a dry end which includes a plurality of
devices that transform the continuous aqueous sheet of
material that is moving in a machine direction (MD) into
acontinuous dried sheet product, wherein the monitoring
process includes:

(a) identifying an actuator, comprising a rotatable
component of the continuous web making machine,
that can impart corresponding repetitive web defects
onto a continuous moving web of material;

(b) developing a diagnostic pattern for the actuator
identified in step (a);

(c) detecting web defects on a continuous moving
web material;

(d) analyzing the detected web defects in step (c) to
determine whether the detected web defects are re-
petitive or non-repetitive;

(e) comparing the diagnostic pattern to detected web
defects that are repetitive; and

(f) identifying a source of web repetitive defects.

[0009] In a further aspect, the invention is directed to
a system of controlling a web making apparatus in the
production of a moving web of material which travels con-
tinuously in a machine direction (MD) that includes:

a plurality of actuators that are positioned along the
MD wherein each actuator is controllable to vary a
property of the moving web of material;

means for measuring a characteristic of the moving
web of material to establish web defect patterns of
the moving web of material;

means for obtaining a diagnostic defect pattern for
at least one of the plurality of actuators; and

a controller configured to (i) classify web defect pat-
terns as repetitive or non-repetitive (ii) compare re-
petitive web defect patterns to the diagnostic defect
pattern, and (iii) identify one or more actuators that
cause defects on the moving web of material with
respect to the characteristic measured.

BRIEF DESCRIPTION OF THE DRAWINGS
[0010]

FIGS. 1, 2 and 3 illustrate a papermaking system;
FIGS. 4A, 4B, and 4C are exemplary diagnostic pat-
terns;

FIG. 5A depicts measurements of a web sheet char-
acteristic that are presented in a two-dimensional
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map format;

FIG. 5B is a cross directional profile of a web sheet
characteristic;

FIG.6is aflow diagram foridentification of root cause
of a defect; and

FIG. 7 is a flow diagram for automatic re-trimming of
a defective jumbo roll.

DETAILED DESCRIPTION OF PREFERRED EMBOD-
IMENTS

[0011] The continuous web sheet defect analytics,
classification and remediation will be illustrated by imple-
menting the techniques in a sheet or web making system
10 that includes papermaking machine 2, control system
4 and network 6 as illustrated in Fig. 1. The papermaking
machine 2 produces a continuous sheet or web of paper
material 12 that is collected in take-up reel 14. The paper
material 12, having a specific width, is produced from a
pulp suspension, comprising of an aqueous mixture of
wood fibers and other materials, which undergoes vari-
ous unit operations that are monitored and controlled by
control system 4. The network 6 facilitates communica-
tion between the components of system 10.

[0012] The papermaking machine 2 includes a head-
box 8, which distributes a pulp suspension uniformly
across the machine onto a continuous moving screen or
wire 30 that moves in the machine direction (MD). The
wire 30 is typically an open mesh material that can be
made of metal such woven bronze or copper. Alterna-
tively, the wire can be made of synthetic materials such
as plastics (polyamides), in which case the wire is often
referred to as a fabric. Headbox 8 includes any suitable
structure for distributing a dilute, aqueous pulp suspen-
sion and includes a slice opening through which the pulp
suspension is distributed onto moving screen or wire 30
which comprise a suitable structure such as a mesh for
receiving a pulp suspension and allowing water or other
materials to drain or leave the pulp suspension. The wire
30 is driven by and supported on motorized rolls 31, 33.
A plurality of shower nozzles 35 is arranged in the cross
direction (CD) for cleaning the wire (30). As used herein,
the "wet end" forming portion of sheetmaking system 10
comprises headbox 8 and wire 30 and those sections
before the wire 30, and the "dry end" comprises the sec-
tions that are downstream from wire 30. The wet end is
also referred to as the fourdrinier section. As further de-
scribed herein the dry end typically includes the press,
drying, and finishing (or calendaring) sections.

[0013] Sheet 12 enters a press section 32, where the
dehydration and thickening of the web takes place, and
whichincludes multiple press rolls where sheet 12 travels
through the openings (referred to as "nips") between
pairs of counter-rotating rolls. In this way, therolls in press
section 32 compress the pulp material forming sheet 12.
This may help to remove more water from the pulp ma-
terial and to equalize the characteristics of the sheet 12
on both of its sides.
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[0014] Assheet 12 travels over a series of heated rolls
in dryer section 16, more water in sheet 12 is evaporated.
At the finishing end, size press 17 and calendar 18 proc-
esses and finishes sheet 12, for example, by smoothing
and imparting a final finish, thickness, gloss, or other
characteristic to sheet 12. In particular, sizing operations
provide paper with resistance to penetration by aqueous
solutions. The chemical treatment also imparts better
surface characteristics and improves certain physical
properties. Sizing solution is applied within a two-roll nip
17. Other materials (such as starch or wax) can also be
added to sheet 12 to obtain the desired finish. An array
of induction heating actuators 24 applies heat along the
CD to one or more of the rollers to control the roll diam-
eters and thereby the size of the nips. Once processing
by calendar 18 is complete, sheet 12 is collected onto
reel 14.

[0015] Sheetmaking system 10 further includes an ar-
ray of steam actuators 20 that controls the amount of hot
steam that is projected along the CD. The hot steam in-
creases the paper surface temperature and allows for
easier cross directional removal of water from the paper
sheet. Also, to reduce or prevent over drying of the paper
sheet, paper material 14 is sprayed with water in the CD.
Similarly, an array of rewet shower actuators 22 controls
the amount of water that is applied along the CD.
[0016] In order to control the papermaking process,
the properties of sheet 12 are continuously measured
and the papermaking machine 2 adjusted to ensure sheet
quality. This control may be achieved by measuring sheet
properties using one or more scanners 26, 28 that are
capable of scanning sheet 12 and measuring one or more
characteristics of sheet 12. For example, scanner 28
could carry sensors for measuring the dry weight, mois-
ture content, ash content, or any other or additional char-
acteristics of sheet 12. Scanner 28 includes suitable
structures for measuring or detecting one or more char-
acteristics of sheet 12, such as a set or array of sensors.
Scanner 28 can measure the dry end dry weight, ash
content, or other physical properties of the paper product
and generate dry-end signals. Measurements from scan-
ner 28 are provided to control system 4 that adjusts var-
ious operations of papermaking machine 2 that affect MD
and/or CD characteristics of sheet 12. An MD character-
istic of sheet 12 generally refers to an average charac-
teristic of sheet 12 that varies and is controlled in the
machine direction.

[0017] In this example, control system 4 is capable of
controlling the dry weight of the paper sheet by adjusting
the supply of pulp to the headbox 8. For example, control
system 4 could provide information to a stock flow con-
troller that regulates the flow of stock through valves and
to headbox 8. Control system 4 includes any hardware,
software, firmware, or combination thereof for controlling
the operation of the sheetmaking machine 2 or other ma-
chine. Control system 4 could, for example, include a
processor and memory storing instructions and data
used, generated, and collected by the processor. Scan-
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ner measurements control operations of the papermak-
ing machine with both the dry end control and wet end
control loops operating.

[0018] Fig. 2 depicts a representative press section
which is situated between the end of the forming section
and beginning of the dryer section. The press section
consists of a number of cooperating endless circulating
loops, through which a sheet of wet stock is transformed
into a sheet of partially de-watered wet-stock. This ex-
emplary press arrangement includes three separate
closed loops thatinclude: (1) upper press felt 40, (2) lower
pressfelt42, and (3) dryerfelt44. Press felts 40,42 serve
as reservoirs to collect (absorb) water from the sheet of
wet stock by pressing and capillary action. The forming
wires, press felts, and dryer felts are collectively referred
to as papermaking clothing. Dryer felt 44 is heated and
water evaporates from the partially de-water wet stock
as it is carried by the diyer felt. Upper and lower press
felt 40, 42 are typically made of synthetic materials
whereas dryer felt 44 is typically made of cotton or syn-
thetic materials. The structure of the felts used in the
dryer section can have veiy high open areas to afford
rapid evaporation. Coarse or grainy characteristics,
chocking of felts, sticky materials on the felts, degraded
porosity and excessive hardness on the press and dryer
felts can cause marks or imperfections on the paper
formed.

[0019] A sheet of aqueous wet stock 46 is transported
from wire 30 of the forming section onto the wet-press
section. A wet-end sensor 61 can measure characteris-
tics of the wet stock 46 such as basis weight or caliper
and generate wet-end signals. Vacuum devices 62, 64
referred to as Uhle boxes (vacuum boxes) under the wire
and press felt remove water from the web. A sheet of wet
stock 46 is transferred by suction to the bottom side of
upper press felt 40 that is held by suction roll 62 and is
thereafter retained and supported by surface tension on
the upper press felt 40 as the sheet becomes disposed
between the upper press felt 40 and the lower press felt
42. The sheet of wet of stock, which is sandwiched be-
tween the two felts, advances toward a press nip that is
created by press rolls 48 and 50 where compression forc-
es water from the wet stock and into the felts. Papermak-
ing machine can have multiple press sections depending
on the machine configuration. Upon exiting the wet-press
step, the partially de-watered and consolidated sheet is
transferred onto the first dryer felt 44 which carries and
supports the sheet as it passes over dryer cylinders 52
and 54 where some residual water is removed by evap-
oration. The sheet is then transferred onto the second
dryer felt 58 which is heated by dryer cylinder 56. Only
one dryer cylinder is shown whereas a commercial pa-
permaking machine typically has thirty to sixty, depend-
ing on the paper machine configuration. At this stage in
the process, the relatively thin sheet dried paper product
60 is available for further papermaking processing, such
as coating and calendaring, where the moisture content
is reduced.
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[0020] Dryer felts can be cleaned and washed in the
process is generally referred as conditioning using chem-
icals and water. For example, a spray device 72 directs
cleaning fluid onto the fabric and vacuum device 74 re-
moves the cleaning fluid. Lower press felt 42 is similarly
conditioned with spray device 84 and vacuum device 86
anddryer felt 44 is equipped spray device 78 and vacuum
device 80. Typically each spray device includes a plural-
ity of shower nozzles arranged in the CD adjacent the felt.
[0021] Fig. 3 is a schematic of the top view of a paper-
making machine 102 with a wet end 130 and diy end 131
consisting of press section 132, drying section 134, and
finishing section 136. Headbox 104 discharges a fibrous
suspension onto a wire (not shown) to form a sheet or
web of aqueous fibers 100 that is supported on the wire
which is situated between rolls 106 and 108. Positioned
above the web which is moving in the machine direction
is camera 152. Press section 132 includes camera 154
that is positioned between rolls 110 and 112. Drying sec-
tion 134 includes camera 156 that is positioned between
rolls 114 and 116 and finishing section 136 includes cam-
era 158 that is positioned between rolls 118 and 120. A
slitter 112 shears the paper when jumboreel 124 reaches
a preselected size. Digital images of the web are taken
by the cameras, such as CCD or CMOS devices, and
the images are processed and recorded in computer con-
troller 160. Instead of using cameras, an optical reflective
or transmission sensor consisting of a laser and associ-
ated detector can be used to obtain information charac-
teristics of the web.

[0022] With the present invention, components of the
wet end 130 and dry end 131 that can produce repetitive
defects on the web 100 are selected for analysis by cre-
ating diagnostic patterns associated with the compo-
nents. The diagnostic patterns are compared with oper-
ational web defect patterns of the corresponding compo-
nents to determine the source(s) of web defects that are
detected. For instance, for wet end 130, a diagnostic pat-
ternfor the wire 30 (Fig. 1) can be generated by capturing
images of the web at the web end when a new wire with
no defects is used. The dimensions of diagnostic pattern
for the wire are determined by the overall length of the
wire circumference. Diagnostic patterns for rolls 106, 108
are captured and recorded by cameras 152 or with sen-
sors. The dimensions of the diagnostic patterns for rolls
are determined by their diameters. Similar diagnostic pat-
terns are generated for components in the press, drying,
and finishing (which includes the size press and calen-
dar) sections. Another set of diagnostic patterns is also
generated for the shower and spray arrangements in the
wet and dry ends. They are used during production and
during the cleaning or conditioning cycles. The dimen-
sions of the diagnostic patterns are determined by the
positions of the shower nozzles.

[0023] During operation of a papermaking machine,
the quality control system (QCS) measures various phys-
ical properties of the paper, such as basis weight, thick-
ness and moisture level, at different stages of the proc-
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ess. CD scanner sheet property measurements are
stored for future reference and/or accessed for real-time
observation and analysis. Other physical characteristics
that can be measured include, for example: chemical
composition, surface roughness, gloss, caliper, crepe
pattern surface features.

[0024] With the present invention, diagnostic patterns
are created for selected components of the papermaking
machine. Fig. 4A is a diagnostic pattern 180 for wire 30
(Fig. 1) at the wet end. The 2-dimensional pattern is cre-
ated by using sensors data that measure one or more
properties of interest of a moving web along a CD at a
designated MD location at the wet end. The length of
pattern 180 corresponds to the entire length of outer
boundary or circumference of wire 30. The property lev-
els can be measured when the wire 30 is new or just
cleaned and is free of defects so that the diagnostic pat-
tern represents the standard for a particular grade of pa-
per being manufactured under specific operating condi-
tions. Preferably, when the 2-D pattern 180 is created,
the CD measurements are initiated at specific and re-
corded location of wire 30. In this fashion, each position
in the 2-D pattern of the web can be associated with an
identifiable position on the wire.

[0025] If defects are present in wire 30, such as a hole
in the wire mesh or the presence of a foreign material,
then the diagnostic pattern will exhibit corresponding web
sheet deviations from standard that are caused by said
defects. In this example, the presence of deviations 182,
184 and 186 on the diagnostic pattern 180 suggests that
there are corresponding defects on wire 30. Moreover,
the specific locations of the defects on the wire can be
identified. These defects on the wire are considered the
root causes of the corresponding web-sheet deviations.
Defects on wire 30 will cause repeated deviations on the
moving web as the endless wire continues to operate.
[0026] Similarly, Fig. 4B is a diagnostic pattern 184 for
press felt 40 (Fig. 2). The 2-D is created by sensors data
that measure one or more properties of interest of a mov-
ing web along a CD at a designated MD location at press
end. The length of pattern 184 corresponds to the entire
length of outer boundary or circumference of press felt
40. Forinstance, the pattern can represent the preferred
moisture levels or thicknesses of a web of fibrous stock
exiting the press section. Defects in the press felt will
result in repeated deviation 186 on the web.

[0027] Fig.4C is adiagnostic pattern 188 for aroll such
as size press 17 or calendar 18 (Fig. 1). The 2-D is cre-
ated by sensors data that measure one or more proper-
ties of interest of a moving web along a CD at a desig-
nated MD location at finishing end. The length of pattern
188 corresponds to the entire length of outer boundary
or circumference of a roll. For instance, the pattern can
represent the preferred thicknesses or gloss of a web of
dried paper. Defects in the press or calendar generate
corresponding repeating deviations 190 on the web.
[0028] There are many potential sources of web quality
deviations in the papermaking process. For example,
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with respect to deviations in web thickness, potential
sources are present throughout the machine from the
headbox to the finishing end. In the case of gloss devia-
tions, the potential sources are most likely located at the
finishing end where calendaring and added coatings pro-
duce glossy paper. The present invention affords a tech-
nique to identify the source(s) of repetitive web defects.
[0029] Both during production and cleaning, web in-
spection system defect identification sensors capture de-
fects of the web to create operational patterns that are
compared to the diagnostic patterns. In addition, the pa-
permaking machine quality control system, which meas-
ures physical properties and optimizes the machine, is
also operating and integrated with the web defect detec-
tion, classification and identification process. Fig. 5B is
a cross-directional profile or scan of a representative
physical property such as web caliper or basis weight at
one location along the machine direction. The upper and
lower profiles represent the acceptable range or standard
for the physical property.

[0030] Fig. 5A shows a map which is a compilation of
CD measurements vs. standard over a period of time.
The most recent scan is at the bottom and the oldest one
on top. The map depicts regions D where the measured
parameters are within specification. The map also de-
picts successive regions 170, 172, and 174 of the moving
web exhibiting quality deviations from standard. Moreo-
ver, each area encompasses acceptable and non-ac-
ceptable portions. For example, within the web portion
designated 170A, the quality is within a tolerance range
whereas the web portion designated 170B represent web
where the quality with respect to the measured property
is not acceptable. The data represented in Fig. 5A cor-
relate to defects in the moving web along the MD with
respect to the papermaking machine. In practice, for ease
of observation, the measurement values are usually rep-
resented by different colors.

[0031] Fig. 6 shows the steps in the process of identi-
fying the cause(s) of paper defects generated during pro-
duction. Diagnostic patterns (220) are created for select-
ed wire parameters (202), press parameters (204), dry-
er/calendar parameters (206) and size press (210).
Clothing refers to the wire at the wet end and felts at the
dry end. Robo-cleaner refers to automatic cleaning
mechanism in the dryer and felts. Diagnostic patterns are
created for (i) selected rolls based on their diameters, (ii)
clothing based on their lengths, and (iii) cleaning devices
based their shower nozzle locations.

[0032] At step 208, web defect data is collected and
analyzed as illustrated in Fig. 5A. In steps 214 and 212,
quality deviations and defects are classified as repetitive
defects or non-repetitive defects in the machine direction.
Using standard pattern recognition software, the infor-
mation in Fig. 5A and in particular, the regions exhibiting
web deviations is analyzed and each region is classified
as being a repetitive defect or non-repetitive (interval)
defect in the machine direction. In Fig. 5A, regions 170,
172, and 174 represent repetitive or cyclical defects. A
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partitional clustering algorithm such as a K-means clus-
tering algorithm can be employed to determine the right
group or category to which repetitive defects belong. Re-
petitive defects are further classified in steps 224 and
218into two categories: continuous web defects and non-
continuous (or interval) web defects in steps 218, 220
and 224. For example, moisture lines and groove impres-
sions from rolls and dryers appear as continuous web
defects. Holes, calendar stamping, size press impres-
sions are examples of non-continuous web defects.
[0033] Asshowninsteps 212,228,216, and 218, web
defects on a moving web are classified as continuous
web defects or non-continuous web defects. For a web
with repeating defects that are non-continuous, diagnos-
tic patterns for the rolls and clothing (including wire and
felts) are compared to the repeating defects. The diag-
nostic pattern which matches the exact length of the re-
peating defect is identified. A technique for correlating
the detected dynamic and deterministic web defect pat-
terns to circulating web machine components uses a na-
ive bayes statistical machine leaning technique. The
probability method uses prior data to identify the machine
component(s) or root causes of web defects. The Bay-
sian model is constructed using information relating to
machine component defects history data, machine pa-
rameters, and felt/wire/equipment replacement or recon-
ditioning times and dates. The model applies historical
data and when new data relating to defect incidences
becomes available, the model prioritizes the equipment
from where the defect(s) originate.

[0034] The unique features of the identified diagnostic
pattern in turn yield information as to the specific com-
ponent causing the defect. In steps 236, 230, 234, for a
web with repeating defects that are continuous, shower
and robo-cleaner patterns are applied and the diagnostic
nozzle pattern which matches the exact length of the re-
peating defects is found and the identity and location of
the cause of the defect are determined. In step 234, once
asolution is generated and operator of papermaking ma-
chine is notified of cause and solution. As specified in
steps 226, 232, for non-repetitive web defects, the de-
fects are matched using conventional fault location met-
rics to identify the equipment(s) causing the non-repeti-
tive web defects. For continuous web defects, when com-
parison shows a match in the exact pattern length and/or
exact shower length, machine operator is notified (234).
[0035] Once the papermaking machine component(s)
causing web defects are known, the operator can exe-
cute a number of solutions to remedy the situation. Re-
trim removes selected defective portions of the material
from the jumbo reel. In most papermaking operations,
the jumbo reel is rewound into small paper rolls or to form
another reel for coating, treatment or converting. As part
of the re-winding operations, defective paper is removed.
[0036] As indicated in steps 208 and 228, when web
defects are identified on a moving web, distance along
the MD of the defects to the jumbo reel 14 (Fig. 1) are
recorded as an input on the reel’s length. When the web
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material is wound onto the reel, this synchronization pro-
cedure marks the locations, including the starting points,
on the reel where web material containing defects can
be found. The removed defective paper can be sold as
paper of a lower grade.

[0037] When web defects are detected, control system
4 (Fig. 1) can initiate appropriate action to remove or
minimize the defect. For example, if the defect in caused
by tacky material on the wire mesh or felt, the foreign
substance may be easily removed by application of an
on-line spray. In the case where the web defects are
caused by an upstream machine defect, it may be pos-
sible to minimize or correct the defect by the appropriate
adjustments of actuators located downstream. For in-
stance, if a slice in the headbox 8 malfunctions so that
the sheet of aqueous wet stock 46 transported from wire
30 (Fig. 2) has an unacceptable CD thickness measure-
ment, then one or more of the presses or rolls down-
stream can be adjusted so that the final product is within
specification with respect to caliper. For either of these
scenarios, it desirable to record when web defects first
appear and when the defects cease. Finally, in some
instances where web defects are caused by machine
components that cannot be fixed online or where the web
defects are too severe to be corrected, then the only ef-
fective remedy is to replace the defect machine parts.
[0038] The jumbo roll 14 (Fig. 1) is the parent roll that
is manufactured and is typically undergoes a rewinding
process whereby the parent roll is unwound, cut and wind
into suitable size rolls. Defective material in the jumbo
roll is identified and removed in a re-trimming process
shown in Fig. 7. When a web defect is first detected, its
location along the machine direction is recorded and si-
multaneously the anticipated location of the initial web
defect in the jumbo rolls is noted. Since the machine
speed is known, the time required for the initial web defect
to reach the jumbo roll can be determined. In this fashion,
the position of the initial web defect relative to the length
ofthe roll can be marked in step 238. Once the web defect
is removed, the position of when the defect ceases to
appear relative to the length of the roll is also remarked
in step 240.

[0039] Moisture and thickness profiles are also ana-
lyzed in step 252. The locations on the jumbo roll where
moisture and thickness profile deviations occur, that is,
the positions along the length of the paper where such
defects are found are inputted in control system in step
254. These defects are also removed during re-trimming.
In steps 244, 246, and 248, the operator takes appropri-
ate corrective action. The initial appearance and cessa-
tion of web defects are marked on the jumbo roll. When
the roll is unwound, the defective paper in the jumbo reel
is removed or trimmed in steps 242, 250 and 256.
[0040] Theforegoinghasdescribed the principles, pre-
ferred embodiment and modes of operation of the
present invention. However, the invention should not be
construed as limited to the particular embodiments dis-
cussed. Instead, the above-described embodiments
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should be regarded as illustrative rather than restrictive,
and it should be appreciated that variations may be made
inthose embodiments by workers skilled in the art without
departing from the scope of present invention as defined
by the following claims.

Claims

1. A process to monitor characteristics of web defects
which are continuously generated on a moving web
(100), which is moving in a machine direction (MD),
and that is in contact with circulating machine com-
ponents (106, 110) of a circulating web machine
(102) during production and to identify the causes of
the web defects, which process comprises:

(a) identifying at least one circulating web ma-
chine component (106, 110) that can generate
corresponding web defect patterns on a contin-
uously moving web of material (100);

(b) creating one or more diagnostic patterns
(180, 186) for the at least one circulating web
machine component (106, 110) identified in step
(a);

(c) detecting dynamic and deterministic web de-
fect patterns (170, 172) on the continuously
moving web of material (100) during production;
(d) identifying the locations along the MD of the
dynamic and deterministic web defect patterns
(170, 172) on the continuously moving web of
material (100);

(e) correlating detected dynamic and determin-
istic web defect patterns (170, 172) to at least
one circulating web machine component (106,
110); and

(f) determining a source of the detected dynamic
and deterministic web defect patterns (170,
172).

2. The process of claim 1 further comprising step (g)
of classifying the dynamic and deterministic web de-
fect patterns (170, 172) as being repetitive or non-
repetitive.

3. The process of claim 2 wherein step (e) is applied
only to dynamic and deterministic web defect pat-
terns (170, 172) that are repetitive.

4. The process of claim 1 wherein step (e) uses patter
recognition to compared the detected dynamic and
deterministic web defect patterns (170, 172) to the
one or more diagnostic patterns (180, 186).

5. The process of claim 1 wherein the circulating web
machine (102) produces a continuous flat sheet ma-
terial that is selected from the group consisting of
paper, metal, rubber, plastic and packaging.
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The process of claim 1 wherein the at least one cir-
culating machine component (106, 110) is selected
from the group consisting of a circulating endless
wire (30), a circulating endless cloth or felt (40), a
press (17), a rotating roll (18), shower position (72)
or cylinder (56), and combinations thereof.

A system of controlling a web making apparatus (2)
in the production of a moving web of material (30)
which travels continuously in a machine direction
(MD) that comprises:

a plurality of actuators (17, 18) that are posi-
tioned along the MD wherein each actuator is
controllable to vary a property of the moving web
of material (12);

means for measuring a characteristic of the
moving web of material (12) to establish web
defect patterns (170, 172) of the moving web of
material (12);

means for obtaining a diagnostic defect pattern
(180, 186) for at least one of the plurality of ac-
tuators (17, 18); and

a controller (4) configured to (i) classify web de-
fect patterns (170, 172) as repetitive or non-re-
petitive (ii) compare repetitive web defect pat-
terns (170, 172) to the diagnostic defect patterns
(180, 186), and (iii) identify one or more actua-
tors (17, 18) that cause defects on the moving
web of material (12) with respect to the charac-
teristic measured.

The system of claim 7 wherein the plurality of actu-
ators (17, 18) is selected from a group of equipment
consisting of a circulating endless wire mesh (30), a
circulating endless cloth or felt (40), a press (17), a
rotating roll (18) or cylinder (56), and combinations
thereof.

The system of claim 7 wherein the web making ap-
paratus (2) produces a continuous flat sheet material
that is selected from the group consisting of paper,
metal, rubber, plastic and packaging.

The system of claim 7 wherein the web making ap-
paratus (2) is a papermaking machine that compris-
es:

wet-end devices that include (i) a water perme-
able wire (30), (ii) a headbox (8) having a plu-
rality of apertures through which aqueous fi-
brous wet stock is discharged onto the wire (30),
(iii) wet-end rolls (31, 33) that support and trans-
port the wire (30), and (iv) wet-end shower noz-
zles (35) arranged in a cross direction adjacent
the wire (30);

wet-end sensors (61) that detect characteristics
of a web of fibrous wet stock on the wire (30)

10

15

20

25

30

35

40

45

50

55

14

and that generate wet-end signals;

dry-end devices that dry and finish the web of
fibrous wet stock material from the wire (30) that
includes (i) felt (40) that supports and removes
moisture from a web of material, (ii) a plurality
of showers (72) arranged in a cross direction
adjacent the felt (40), and (iii) dry-end rolls (17,
18, 56) that support and heat and/or cool a web
of material;

dry-end sensors (28) that detect characteristics
of a web of material in the dry end and that gen-
erate dry-end signals; and

means for identifying the source(s) of repetitive
defects (160) on the web of fibrous wet stock on
the wire and/or on the web of material in the dry
end based on the wet-end signals and dry-end
signals.



EP 3 425112 A1

[ *OHd

MM o) b/ e
/ /' o \/=\
ONi %1«_, i Ofy:iss »‘ J iﬂ\,ﬁ_!)v«
‘!54&‘,%«_-___.!\ #‘%\.\\ | V4
pI 82 N \ 9¢ N 2 /N §

aw



EP 3 425112 A1

10



EP 3 425112 A1

€ "Old

(9€1) NOLIDIS ONIHSINIY  (¥€1) NOLIDFS ONIAYG  (2€T) NOLIDIS SST¥d (0£1) aNT 1M

_ I | | _ ﬁ
ycl 921 22l 0ct 8SI 8IT 911 941 yIl Il #5101 801 251 90T #01

| S N . W WO S G U WA U AN

L | L \_|_|

aw 001 /

20l

HITIONINGD

1"



EP 3 425112 A1

881

2 “Old

81

av "old

081

Vv "Old

e
S

061

281

12



MD

EP 3 425112 A1

v 0
M 170 U
ID 172

l

0 174 «

176

0 50 100 150 200 250 300 350 400 450 500 550 600 650 700 750 800 850 900 950 1000 1050

FIG. 5B

13



EP 3 425112 A1

9 ‘Old e ,
v
uoL3nI0] dnoib 4asn 03 uorpag13ou pasvg ssoj
13MoYs yana 3sutbbp ¥oay) (uonisod pup gr o4 ‘auwibu Juawdinba)
e 957 pup suiapnd samoys Aiddy asnpo 3004 1ooxa Jo asn Afigoy e
«Q:Em \%w: 01 uopILfI3oU .cmchQmwNC ¥
uouisod pup gy 1704 ‘awpu Juawdinba
mw:suﬁ 00/ B@Xm Jo 4asn AfijoN y3buay samoys 3100xa Y230y Ybuay wiazand 1onxa Yoy
a 8¢
AT oee
saLgaw Spafap yrbua) usanod yova uouisod iamoys
"oy Aiddy sutbbp yoayd pub suiaziod <« pup yibuaj buiyiop ‘pou
w:wMNquS butyzops pup 704 ay3 fddy yopa 10f wia3and p 330217
9c¢ : 3
1 022

_ I RETEY TN, __ T ITRREIEY _

wiaybd
Jo «“m:w\ xouw cgam uo oN glc 91z <! %! o Jo Mww,wmsqu
dn) uoipaiip snonunuod d 92IS
aW 1SuIbbp 02fap ST c ; \ 01z
bunpaday
vic suouisod 1aunapoqoy ¢ suonisod samoys “¢ suogisod 1amoys *¢
Sy3bua) buyzon 2 sy3buaj buly3op) “z Sy3buaj buliron) “z
uonpafuapy spou o Jo ua3awnlg T || spo4 g Jo sa3awplg T | | spjo4 o Jo usgewnig L
@r spajag SI212WNID4 1bd 1ppuan) /g || Siajawnidg Ubd SSaild SIa32W DI04 1bd M

80¢ 90¢ y0¢ c0c

14



EP 3 425112 A1

13sn 03 uoinjos
paziwiydo apiroid

1104 oquinl pajdajas
ay3 1of butwwiwuial
paspq spafaq

uonypatjddp wjal
03 3ndut apinoig

95¢

0sc

£ "9id

uoLIsod bui3as 12334)S pLoAy 0f
sajLfoid ybiy /mo7 ssauxydLyj
pun ainistopw uoipdLflIuapy

$I0 woif bapp unIS

414

A T4

jaas oquinl
uo s3dafap dois yiop

paAjosal Si
afap a30piIvA

uoibpuailiolad

13d sp su0I130D 43sf]

8¥c

444

1704 oqun{ ui
sjLo3ap yabuaj aopdn

X

9%¢

V44

1924 oquinl

0v¢

U0 $323fap 1403S YD

®> ©

14

15



10

15

20

25

30

35

40

45

50

55

EP 3 425 112 A1

des

Européisches
Patentamt

European

Patent Office

ce européen
brevets

[

EPO FORM 1503 03.82 (P04C01)

EUROPEAN SEARCH REPORT

DOCUMENTS CONSIDERED TO BE RELEVANT

Application Number

EP 18 18 1041

Categor Citation of document with indication, where appropriate, Relevant CLASSIFICATION OF THE
gory of relevant passages to claim APPLICATION (IPC)
A GB 2 304 195 A (WESTVACO CORP [US]) 1,7 INV.
12 March 1997 (1997-03-12) D21G9/00
* page 5, last paragraph - page 6,
paragraph 1 *
A WO 2011/076454 Al (METSO PAPER INC [FI]; (1,7

LAHTILA PAULI [FI]; KUISMIN JUHA [FI])
30 June 2011 (2011-06-30)

* page 7, paragraph 3 - page 9, last
paragraph *

The present search report has been drawn up for all claims

TECHNICAL FIELDS
SEARCHED (IPC)

D216

Place of search

Munich

Date of completion of the search

29 August 2018

Examiner

Maisonnier, Claire

CATEGORY OF CITED DOCUMENTS

X : particularly relevant if taken alone

Y : particularly relevant if combined with another
document of the same category

A : technological background

O : non-written disclosure

P : intermediate document

T : theory or principle underlying the invention

E : earlier patent document, but published on, or
after the filing date

D : document cited in the application

L : document cited for other reasons

& : member of the same patent family, corresponding
document

16




10

15

20

25

30

35

40

45

50

55

EPO FORM P0459

EP 3 425 112 A1

ANNEX TO THE EUROPEAN SEARCH REPORT
ON EUROPEAN PATENT APPLICATION NO. EP 18 18 1041

This annex lists the patent family members relating to the patent documents cited in the above-mentioned European search report.
The members are as contained in the European Patent Office EDP file on
The European Patent Office is in no way liable for these particulars which are merely given for the purpose of information.

29-08-2018
Patent document Publication Patent family Publication

cited in search report date member(s) date

GB 2304195 A 12-03-1997 CA 2182555 Al 12-02-1997
DE 19632269 Al 13-02-1997
FI 963120 A 12-02-1997
GB 2304195 A 12-03-1997
JP HO9184718 A 15-07-1997
UsS 5684707 A 04-11-1997

WO 2011076454 Al 30-06-2011 DE 102009055306 Al 30-06-2011
WO 2011076454 Al 30-06-2011

For more details about this annex : see Official Journal of the European Patent Office, No. 12/82

17



	bibliography
	abstract
	description
	claims
	drawings
	search report

